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4 Claims.

This invention relates to a container coiistruc-
tion and process of making same, more partic-
ularly a double metallic walled container in
which the inner and outer walls are inter-related

5 to provide a substantially unitary construction
and liquid tightness, while permitting expansion
and contraction of the walls independently of
each other, and in which the outer wall is pro-
tected against contact with the contents of the

10 container. The invention also relates to the
mounting of one or more bung rings in one or
more portions of the container in such manner
that the contents of the container cannot con-
tact with its outer wall. By reason of the fact

15 that the walls may ke made of different thick-

nesses of sheet stock and also formed of differ-
ent materials, the outer wall may be made of
relatively thick or heavy sheet metal (such as
sheet steel) and capable of withstanding strains
due to dropping of the container when filled and
internal and extsrnal pressures, and the inner
wall may be made of a different material that is
relatively thin and/or soft, depending on the
contents to be shipped or stored in the contain-
er. For these reasons the container may be con-
structed with an inner wall wkich will not be
affected by or affect the contents of the con-
tainer. The container may therefore be used
for storing and shipping various kinds of liquids,
including food products, essential oils, acids,
beverages and milk. :
One object of the invention is to provide an
fmproved process of making a double walled con-

-tainer in which the inner and outer walls form-

ing the sides of the container and inner and
outer walls forming either or hoth ends thereof
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are respectively arranged in substantially face to .

face relation and united by a single operation.
Another object of the invention is to provide
40 8n improved process of making a double walled
container of cylindrical shape in which the in-
ner and outer side walls and the inner and outer
walls forming each head thereof are respective-
ly arranged in face.to face relation and double
45 seamed by a single operation. -
Another object of the invention is to provide
an improved container that is lined with a suit-
able material to permit shipment and storing of
various kinds of liquids and semi-liquids without
danger of such liquids or semi-liquids being con-
taminated or the liner being affected thereby.
Another object of the invention is to provide
a double walled container in which the inner
walls are so connected to each other gnd the
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(CL. 220—39)

outer walls that danger of leakage is entirely
eliminated.

Another object of the invention is to provide
an improved container having inner and outer
walls which are related and connected to form
a unitary structure, thereby permitting the inner
wall to be formed from relatively thin stock.

 Another object of the invention is to provide
an improved bung ring and mounting therefor
for a double walled container so arranged that
danger of the contents of the container contact-
ing with the outer wall and/or escaping is
avoided. -

Other objects of the invention will be appar-
ent to those skilled in the art to which our in-
vention relates from the following description
taken in connection with the accompanying
drawings, wherein

Fig. 1 is a side elevation, parts being broken
away, showing a section of sheet stock rolled or
bent into cylindrical shape and constituting the
first step in fabricating the outer side wall of the
container,

Figs. 2 and 3 illustrate certain additional steps
applied to the outer or exterior wall.

Fig. 4 is a side elevation, parts being broken
away, showing a section of sheet stock rolled or
bent into cylindrical shape and constituting the
first step in fabricating the inner side wall of
the container.

Fig. 5 is an elevation showing the inner side
- wall positioned in the outer side wall, parts be-

ing broken away. :

Pig. 6 is a view similar to Fig. 5, but showing
the ends of the inner wall bent radially outward-
1y to provide flanges in engagement with the
flanges of the outer wall. : .

Figs. 7 and 8 are transverse sections of th
outer and inner walls, respectively, of each head
for the container. ’

Fig. 9 is a transverse section showing the two
walls for each head positioned face to face.

Figs. 9a¢ and 9b are sectional views of the inner
and outer walls, respectively, for a head of modi-
fled form. '

Fig. 9c¢ is a sectional view of the walls shown
in Figs. 9a and 9b, but in assembled relation.

Fig. 10 is a view showing the body of the con-
tainer and the heads therefor separated, parts
being broken away; the upper head showing the
mounting of the bung rings therein.

10

20

25

30

40

45

50

Fig. 11 is a plan view of the upper head shown '

in Fig. 10.
Fig. 12 is a side elevation of the completed
container.
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Fig. 13 is a section on the line i3—I3 of Fig.
11, enlarged.

Fig. 14 is a fragmentary plan view of paris
shown in Fig. 13.

Figs. 15, 16, 17, 18 and 19 are fragmentary
sections, enlarged, showing the steps of double
seaming the body to one of the heads.

Fig, 20 is a fragmentary section showing a dif-
ferent form of bung ring and mounting therefor.

Fig. 21 is a plan view of the parts shown in
Fig. 20.

Fig. 22 is a fragmentary section showing an-
other form of bung ring and mounting therefor.

Figz 223 is a plan view of the parts shown in
Fig.

Fig. 24 is a fragmentary section showing an- °

other form of bung ring and mounting therefor.
Fig. 25 is a plan view of the parts shown in
Fig. 24.

In carrying out our process, we first form or ‘

shape sections of sheet metal of the desired
width and length into hodies i, 2, preferably of
cylindrical shape, the former body being shown
in Fig. 1 and serving as the outer wall or member
of the body portion 3 for the container, indicated
as an entirety at 4 (see Fig. 12), and the latter
body being shown in Fig. 4 and serving as the
inner wall or member of the body portion 3. The
walls {, 2, are rolled or bent into shape in any
desired manner and their longitudinal side edges
may be welded or seamed. The body 2 is some-
what longer than the body f for a purpose which
will later appear; also, the interior diameter of
the body | and exterior diameter of the body 2
are preferably such that the latter, when assem-
bled within the former, will be substantially in
face to face or surface to surface relation with
the body 1, and thus serve as g liner. The body

- I is formed from sheet steel of any desired gage.

40

The body 2 may be formed of any desired sheet
material and of any desired gage, but due to the
fact that the outer wall is relatively heavy, the

- inner wall may be made of thinner sheet stock
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material, and as the purpose of the lining for
the container is to provide for the shipment and
storing of liquids and semi-liquids which would
cause corrosion of shéet steel and/or be contami-
nated thereby, such inner wall is preferably
formed of a material (for example, copper, chro-
mium nickel, aluminum, or other alloys) that
will not corrode or in any way affect the liquids
or semi-liquids, chemically or otherwise, to be
shipped or stored.

‘We next provide hoops 5 for the body portion 3.
These hoops may be rolled into the wall { while
it is being shaped, or thereafter, but in the illus-
trated form of construction the hoops 5 consist
of steel rings secured to the wall {, as shown in
Fig. 2.

‘We next provide the opposite ends of the body
i with outwardly extending flanges 6, as shown
in Fig. 3. It will be obvious that the flange 6
at one end of the body | may be provided prior
to the application of the rings (see Fig. 2). We
next assemble the bodies | and 2, the latter being
inserted in or telescoped relative to the body |,
with its ends projecting substantially equal dis-
tances from the ends of the body I, as shown at 1,
and then the ends T are bent or rolled outwardly
to form flanges Ta engaging the flanges 6, as
shown in Fig. 6.

Next, we stamp out and shape the inner and
outer walls or members 8, 9, respectively (see
Figs. 7 and 8) which, when assembled and con-
nected to the body portion 3, constitute the heads
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10 of the confainer 4. The walls 8, 9, are formed
from sheet material similar to the bodies 2, |,
respectively. Each wall 8, 9, has a contour simi-
lar to the cross-sectional shape of the walls 1, 2,
and is shaped to provide an upstanding rim Il
having an outwardly extending flange 12, -the
flange 12 on the wall or mrember 9 being some-
what wider than the flange 12 on the wall or
member 8, (see Figs. 9 and 15), for a purpose
later to be set forth. The stamping and shaping
of the walls 8 and 9 are effected in any well
known manner,

ot
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We next assemble one wall 8 and one wall 9 -

to form one head (see Fig. 9) and (when the

. container is to be provided with two heads) one
-wall 8 and one wall 9 to form the other head,

and we then form in one pair of the head mem-
bers 8, 8, aligned openings 8’, 9°. In one form

15

of construction (see Fig. 9a), the marginal walls

" of the openings 8’, 9°, are distended to reinforce

such walls, as shown at 9a in Figs. 9a and 9b,
the distended portion of the inner wall enclosing
the distended portion of the outer wall, as shown
in Fig. 9¢, to prevent contact of the container
contents with the outer wall. The openings 8’,
8’, may be closed by & suitable cover (not shown)
formed of a material similar to that of the walls
2 and 8. In another form of construction (see
Figs. 10 and 11) we form in one pair of head
members ohe or more openings (preferably two)
and mount therein bung rings (3, as shown in
Fig. 10,

The openings in those walls 8, 9, which will
carry the bung rings and the distention of the

‘metal around these openings, either or both, may,

when desired, be provided for simultaneously
with the stamping and shaping thereof or after
the two walls have been assembled (Fig.10). It
will be understood that either or both of the
openings for the container may be formed in
the walls I, 2, and suitable rings mounted in
such openings.

We next connect heads 10 to the oppositn ends
of the body portion 3, each head being preferably
applied or connected to one end of the body por-
tion separately. This step of our process con-
sists first in bending or curling inwardly the mar-
ginal portions of the flanges 12 upon themselves,
while they are retained in face to face relation,
as shown at 15 (Fig. 16), the’purpose of this ini-
tial or preliminary curling step being to inter-
lock the flanges 12, 12, of the walls 8, 9, together
to prevent relative movement between them as
the step of connecting each head 10 and body

portion 3 is carried out and completed. To effect

this curling operation and resulting interlock,
the flange on the member 9 being longer than
the adjacent flange 2 on the member 8, its edge
portion is curled inwardly in advance of any curl-
ing of the adjacent flange (see dotted lines in
Fig. 15) to prevent the latter from being pressed
away from the flange of the outer member as the
curling operation continues. The second opera-
tion of this step consists in double seaming the
flanges 6—17 and flanges 12—12, this operation
being shown in Figs. 15, 16, 17, 18 and 19. The
double seaming is effected by positioning the
body portion 3 on a rotatable base and turning
it by suitable power driven means and then ap-
plying under pressure to the flanges one or more

tools to curl the flanges initially as above set’

forth and to then progressively fold the pairs
of flanges into the position shown in Fig. 19.

" The body portion 3 4s then reversed on the base

30

40

50

wt
523

60

75



10

20

25

30

2,078,580

and the.other head double seamed thereto, in
the same manner; or both heads may be double

seamed to the body portion simultaneously. It

will be noted that since the flanges 6, 1, at the
opposite end of the body portion 3, co-operate
to hold them in face to face engagement, and the
flanges 12, 12, are interlocked in the same rela-
tion by the preliminary bend 15, the two pairs
of related flanges may be folded, one pair rela-
tive to the other pair, into a double seam forma-
tion, the result being that all of the walls are
interlocked into a single liquid tight joint, with
the inner walls 2, 8, in contact at the joint, so
that the contents cannot contact with the outer
walls.

The step of mounting one or more bung rings
in the walls 8, 9, of one head or the walls {, 2,
of the side portion 3 is carried out according to
the type of ring employed. In Figs. 10 and 13
we show a head having two bung rings mounted
therein of similar construction, each ring com-
prising a main member {6 and a secondary
clamping, member {7, The main member is
formed of the same material as the walls 2 and
8 and consists of a collar {6a and a flange 16D,
the collar being threaded externally to receive
the secondary member 41 which is threaded in-
ternally. The flange (6D is. provided with a po-
lygonal periphery (see Fig. 14) which seats in
the correspondingly shaped distended portions
14, 14, whereby the member {6 is held against

* turning. The walls 9, 8, are clamped between

35
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the flange {16b and member {7, when the latter
is screwed into position and tightened (see Fig.
13) and also interlocked to each other and these
members by forming in the flange (6b an annu-
lar recess {8, preferably adjacent the collar {6a
and providing on the member I71 an annular rib
19 aligned with the recess 18 and adapted to
crimp the marginal portions of the walls 9, 8,
into the recess and thus interlock them between

" the outer wall of the recess and the rib 19. The

45

50

55

60

65

70

clamping of the walls by the member (T and
interlocking thereof by the wall of the recess and
rib serve to insure a liquid tight joint around the
ring and to prevent contact of the contents of
the container with the wall 8. But when desired,
suitable gaskets may be used between these parts.
"The internal threaded wall of the collar 16a pro-
vides for a closing plug 20, the flange of which
may engage a gasket 21, To lock the ring 17 to
the collar 16a, we provide the ring with an open-
ing {Ta and when tighlened in final position, an
opening [7b is formed in the collar and there-
after a pin {7’ is driven into the openings as
shown in Fig. 13.

In Figs. 20 and 21 we illustrate a ring of a dif-
ferent construction consisting of inner and outer
concentrically arranged annular members 22, 23,
respectively, the inner member being internally
threaded to receive a plug 24 and formed of ma-
terial similar to that used for the walls.2 and 8.
The external wall of the inner member 22 is re-
cessed to receive the up-standing or distended
portion 8a of the wall 8, the depth of the recess
being slightly less than the thickness of the wall
8o, and the outer member 23 being shrunk on
the member 22 to secure the wall 8a between
them and the provision of a liquid tight connec-
tion for the wall. The distended portion 8a’ of
the wall 9 is then welded to the outer wall of the
member 23. For this purpose, the upper face of
the outer member 23 is recessed at 23a to provide
a peripheral ring 23b which is welded to the dis-

3

tended wall 9a’, the recess 23¢ forming an air
gap so that the heat incident to the welding op-
eration will not affect member 22.

In Figs. 22 and 23 we show a pressed in type
of ring 25 formed of material similar to that used
for the walls 2 and 8 and having an internally
threaded neck 26 for a plug 27 and a flange 28
having its periphery interlocked to the walls 8, 8,
against turning, and these walls being enveloped
over or around such periphery into engagement
with the upper and under surfaces of the flange
28. In this form of construction the wall 8 is
extended and folded back on the wall 8, as shown
at 8b, so that the contents of the container can-
not contact with the outer wall.

In Figs. 24 and 25 we show a bung ring 29
threaded internally to receive a plug 30 and
formed of material similar to that used for the
walls 2 and 8. The lower face of the ring is pro-
vided with a bendable flange 31 which is bent
and compressed over the marginal portion of the
wall 8, such portion being folded on itself at 32 to
form a wall which interlocks with the flange 31
when the latter is folded laterally and toward
the ring 22. The marginal portion of the wall
9 is ‘distended as shown at 33 and welded to
the side wall of the ring. By preference, the
side wall of the ring 28 is cut away to form a
shoulder 34 which engages the end edge of the
opening formed in the wall 9. When the ring
29 is formed with the shoulder 34, the weld is
effected between it and the portion 33.

The plugs, as well as the rings or parts thereof
which contact with the container contents, used
for closing the bung rings are also formed of
material similar to that used for the walls 2
and 8 to eliminate corrosion of these parts or
contamination of the contents.

From the"foregoing description it will be seen
that we provide a double walled or lined con-
tainer having the usual equipment, namely two
bung openings; also that the inner walls 2 and
8 are co-extensive with the walls | and 9, re-
spectively and that the walls 2 and 8 are so re-
lated and connected to the walls | and 9 that
the contents placed in the container can only
contact with the inner walls.

Our process is advantageous in. that the walls
for the body portion and for the respective heads
may be assembled as separate units and there-
after the body portion and each head or both
heads may be double seamed by a single oper-
ation. This operation may be carried out for
the reason that the related flanges of each unit
are held in fixed relation and may therefore
be folded into a double seam relation. The proc-
ess is also advantageous for the reason that
the inner and outer walls may be positioned
face to face and fabricated while in such rela-
tion, so that no unequal stresses on the inner
walls result.

To those skilled in the art to which our inven-
tion relates, many changes in construction and
widely differing embodiments and applications
of the invention will suggest themselves without
departing from the spiritand scope of the in-
vention. Our disclosures-and the description
herein are purely illustrative and not infended
to be in any sense limiting.

What we claim is:

1. A container having a portion formed of in-
ner and outer sheet metal walls, said walls being
formed with aligned openings, & bung ring con-
sisting of a flange engaging one of said walls
and an internally and externally threaded collar
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extending through said openings, and an inter-
nally threaded bung ring member threaded on
said collar and engaging the other wall to clamp
both walls between it and said flange, said flange
and said bung ring member having related con-
centric portions arranged to bend the walls sur-
rounding the openings therein laterally to effect
an interlock between the walls and said flange.

2. A container having a portion formed of in-
ner and outer sheet metal walls, said walls being
formed with aligned ‘openings, s bung ring mem-
ber consisting of a flange engaging one of said
walls and an internally and externally threaded
collar extending through said openings, and an
internally threaded bung ring member threaded
on said collar and engaging the other wall to
clamp both walls between it and said flange, one
of said members being formed with an annular
recess inwardly of its periphery and the other
member being provided with an annular rib
adapted to engage the said walls and bend them
laterally to interlock them between one wall of
sald recess and said rib.

3. A container having a portion formed of

2,078,530

inner and outer sheet metal walls, said walls be-
ing formed with alined openings and embossed
around sald openings to form a non-circular re-
cess, 8 bung ring consisting of a flange having
& non-circular periphery fitting into sald recess
and an internally threaded collar extending
through said openings, and means engaging said
collar and sald sheet metal walls to secure the
latter to said flange.

4. A container having o portion formed of
inner and outer sheet metal walls, said walls
being formed with alined openings and embossed
around said openings to form a non-circular re-
cess, g bung ring consisting of a flange having a
non-circular periphery fitting into said recess
and an internally threaded collar extending
through said openings, the inner face of sald
flange being formed with an annular channel,
and a ring threaded on to said collar and en-

10

15

gaging said sheet metal walls to clamp them into 20

said channel,
HARRY F. COURTRIGHT.
CHARLES S. STILES.



